"ча 3 . 58968 Dorey | 


т ПВА ОИ | Pagel o 


October 14, 2009 10:45:05 AM 


OM PE dins ПДА ААА AT seee ѕ ТҮ 


-a — RevisionID: H 


Item Name: Ма Tube Assembly NE 

Start Date: 14/10/2009 Start Qty: 1.00 | ІІІ Cust Item ID: 

Required Date: 02/11/2009 Req'd Qty: 1.00 ІШ Customer: 

Reference: 

Approvals: Process Plan: Af Date 2-2 Tooling: Date: | s S І! || | | ! 
ос: Duc БРС OMN): Date: ШІ ГІШ 

Sequence ID/ UM Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 

Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 


Draw Nbr 
D3391 


Revision Nbr 


Rev H 


100 0.00 
(ШШШ Skidtubes 

Skidtubes ns е 
Skidtubes - 1-Cut tube to finish length as рег Dwg 03391 


2-|dentify as D3391-023 


< 
3-Drill pilot holes using DT8796 (Do not drill "B" holes) and drill only 1 fwd 
saddle hole on one side only as per Dwg D3391 


4-Open saddles and GHW holes to 00.375" exept for fwd saddle hole of detail 
"у" 


5-Remove .030" from Fwd indexing Ridge as рег Dwg 03391 
6-Remove indexing ridge on Fwd & Aft end of skidtube as per Dwg D3 
7-Deburr 


8-Drill #30 pilot holes using wearplate Jig DT8217 Identify 00.250" holes with — * à | Pu 
paint marker, 


a 
9-Open wearplate holes of D3391-023 assembly detail section G-G to 00.250" N / P J . И G~ / e EUMD 


(14 holes) as per Dwg D3391 and 2 holes in section Detail "J", do not open 
wearplate holes of section "J" 


10-Open wearplate holes of D3391-023 assembly detail section H-H to - ; Е 
90.297" (20 holes) as рег Dwg 03391 - 


- 


4 


^ 


э 


— 


г ' "Work Order ID 52793 
October 14, 2009 10:45:05 АМ 


Расе 2 


11-Ореп .375" holes to .438" ***do not open fwd saddle holes*** / М 2 We A д. ON. 
12-Locate D3391-021 in D3391-023 at 9.00" (see view z-z) 

13- Transfer drill one fwd saddle hole only to .188" dia, transfer drill all 
remaining fwd saddle holes using DT 8149 locating from previusly drill .188" 
dia hole, using t-pins and clicos to ensure perfect allingment, open up previusly 


tranfer drilled pilot holes in D3391-023/-021 to 0.438" dia. in D3391-021 


14- Transfer drill 2 wearplate holes into D3391-021,using DT8217, locating 
from two previusly drilled holes, drill remaining wearplate holes into D3391-021. 


15- Locating from two fwd wearplate holes drilol remaining 6 wearplte holes in 


D3391-021 using DT8937 


16- Open 2 fwd wearplate holes in D3391-023 to .250" dia. 
17- counterbore two aft wearplate holes in D3391-021 as per dwg 
18- Open 12 wearplate holes in D3391-021 to 0.297" dia. 


19-Deburr and blow out all chips from inside tube 


Нет: | D3391023 мен UMANE AA Seco бөз ЇЇ 

RevisionID: Н 

Пета дне: * Mid Tube Assenbly sop | MARIAM 

Start Date: 14/10/2009 Start Qty: 1.00 ІІ ІІ Cust Item ID: 

Required Date: 02/11/2009 Req'd Qty: 1.00 ІІ Customer: 

Reference: 

Approvals: Process Plan: Date: Tooling: Date: ааа рын LU ІШ 
ос: Date SPC (YIN) Date: EE 

Sequence/ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 

Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 


| 4/12/26 


` -Work Order ID 52793 
October 14, 2009 10:45:05 AM 


ПВА АА 


Page 3 


паш MOM HARD seee ве DAI 
Revision ID: H 
Mem Name: — Mid Tube Assembly Stop | ЇЇ 
Start Date: 14/10/2009 Start Qty: 1.00 ІШ ІШІ Cust Item ID: 
Required Date: 02/11/2009 Req'd Qty: 1.00 ІІІ Customer: 
Reference: 
! Run Start QNA 

Approvals: Process Plan: Date: Tooling: Date: 4 

ос: Date SPC (ҮЛ: Date: ° ШШШ 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
110 0С5- Inspect part completeness to step on W/O 0.00 
ШОЛ 28. б 4 
QC Memo 0.00 
Quality Control ^ 
120 Chemical Conversion Coat per 081005 4.1 0.00 
ШІП | 4 aLr 
HandFinish Memo 0.00 
Hand Finishing 
130 QC3- Inspect Part Finish 0.00 
ПІШІШ 7 Фе сё 
ос Memo 0.00 


Quality Control 


‚ "Work Order ID 52793 ШІ Page 4 


October 14, 2009 10:45:05 AM 


222... кен HARINA зе» зен. ЇЇ 


Revision ID: 


Item Name: | Mid Tube Assembly Stop (ШЇЇ 


Start Date: 14/10/2009 Start Qty: 1.00 ІІ ІШ Cust Item ID: 
Required Date: 02/11/2009 Req'd Qty: 1.00 ІІ ІІІ Customer: 
Reference: 
Run ам ЇЇ 

Approvals: Process Plan: Date: Tooling: Date: 

Qc: Date: $РС(ҮЛ: Date: NE ШШШ 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
140 0.00 
ШИШ Mane | И q (1/27 
Skidtubes Memo 0.00 B 
Skidtubes 1-Open float bag holes as per dwg 


2-C'sink float bag holes as per dwg 
3- Prepare tube for welding 


4-Bond web in place as рег Dwg 03391 & QSI 015. o MUAL 
Adhere for 12 hours) 
Ge. 4012132 


150 QC5- Inspect part completeness to step on W/O 0.00 : 

ИИИ | 2) је (9 d 

QC Memo 0.00 

Quality Control 

160 0.00 

ІШІШІ Ms | 0) #2 2945 
Skidtubes Memo 0.00 3 

Skidtubes 1-Weld crossbolt spacer as per dwg D3391 & QSI 004 


2-grind weld flush 


AR MILNI 2-2 


. "Work Order ID 52793 
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Page 5 


MemID:  D3391-023 кен О зеге eoe ІШІ 
Revision ID: Н 
Item Name: Мій Tube Assembly Stop И 
Start Date: 14/10/2009 Start Qty: 1.00 | ІШІ Cust Item ID: 
Required Date: 02/11/2009 Req'd Qty: 1.00 ІШ Customer: 
Reference: 
Run Seere ШІП 

Approvals: Process Plan: Date: Tooling: Date: 

Qc: Date: SPC (YIN): Date ШЕТ! 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept  Reject — Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
170 QC10- Inspect visual per QS1004- ground welds 0.00 ' 
[ШИП IS © ф 
QC Memo 0.00 
Quality Control 


ШТ 


Quality Control 


190 


ШШ 


Powdercoat 


Powder Coating 


QC5- Inspect part completeness to step on W/O 


Memo 


у QFessoAc- WASH 
White Gloss(Ref:4.3.5.1) per 051005 4.3-Alum 


м4” 
Мето 
START TIME: € ^ ( SAA E 
OVEN TEMPERATURE: 220 


FINISH TIME: 


0.00 3 5. duos 


0.00 


0.00 


>M O«[ ol = 


0.00 


2. 


“ 


"Work Order ID 52793 ШІГІГІІ! | Page 6 


October 14, 2009 10:45:05 АМ 


Revision ID: H 
I i pop | ІІІ |11 | | || 
tem Маше: Mid Tube Assembly 


Start Date: 14/10/2009 Start Qty: 1.00 ІШ ІШІ Cust Item ID: | 
Required Date: 02/11/2009 Req'd Qty: 1.00 ІІІ Customer: 
Reference: | 
EE ШІ 

Approvals: . Process Plan: Date: Tooling: Date: 

ос: ре: SPC (YN): Date: ШЕТІ! 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours umber Rev. Code Qty Qty Number Stamp 
200 QC3- Inspect Part Finish 0.00 / А _ 7 
ШІ | A 02-9 с ———— 
QC Memo 0.00 
Quality Control 
210 0.00 


ШІШ ыы v 
Skidtubes Memo (00 =) ju o«l izlot Qo е 


Skidtubes eA insert D3391-021 into 03391-23 
| 5 insert T-pins into first and third fwd saddle holes 


с 9- ON FIRST SIDE ONLY drill out 2nd and forth fwd saddles holes to 0.500" as 
per DSI 9364 


4- remove T-pins and locate DT9415 from first and third crossbolt hole using T- 
C —pins and clekos 


5- ON 2ND SIDE ONLY ream out 2nd and forth saddle hole to 0.499". Remove 
C—DpT9415 


L-6- deburr, re-alodine and blow out chips 


t — 7- press fit D3591-1 spacers using DT9416 starting from 0.500" side 


жеп Ltd 
WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE mnm Chief Eng / Approval 
Prod Mar nspector 


Haes бобр Aligo At Pep SADDLE 3 Вссрртвбье 
6% 2.6) | "Z1O | ть FILE INNER HeL€ T» Auo Pry 


Part No: PAR #: Fault Category: NCR: Yes Мо ООА: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
O № of NC Verification | Approval | Approval 
ЕЗ өтер ЖЕБЕ А Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS'Quality Assuranceapproved QANCRWO RevE 
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ШШШ УА 


Саа то мн ШШ 
Revision ID: H 
Item Name: Mid Tube Assembly Stop | || |11 І || || 
Start Date: 14/10/2000 Start Qty: 1.00 ІІ || І Cust Item ID: 
Required Date: 02/11/2009 Req'd Qty: 1.00 |ІІІ Customer: 
Reference: 
Re беп QUIA 
Approvals: Process Plan: Date: Tooling: Date: 
Stop 

Qc: Date SPC (ҮЛ: Date ШШ 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Ке)есі — Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
220 ОС5- Inspect part completeness to step оп М/О 0.00 
[ОНИ ә D eda E о —— ЕЕЕ 
QC Memo 0.00 | 
Quality Control 


ТТУ — 


HandFinish Memo 


Hand Finishing Install Inserts as per Dwg 


QC5- Inspect part completeness to step оп W/O 


[Т 


Quality Control 


Memo 


U DM оао 


Ж 1) ә 


‚ "Work Order ID 52793 
October 14, 2009 10:45:05 AM 


ШІШІП 


Page 8 


Item ID: D3391-023 

Revision 10: H 

Item Name: Mid Tube Assembly 

Start Date: 14/10/2009 Start Qty: 1.00 
Required Date: 02/11/2009 Req'd Qty: 1.00 


Reference: 


== ШШШ е 


ШШ Cust Item ID: 
ШІ Customer: 


Stop 


ШЇЇ 
ШШШ 


Run беп [ЇЇ 
Approvals: Process Plan: Tooling: Date: 
Stop 

ос: SPC (ҮЛ: Date: ШІШІ 
Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Qty Number Stamp 
250 Identify as рег dwg & Stock Location: 0.00 " 
ІШІШІШІ 5 ПЕТЕР) СҰР) 
Packaging 
260 0С21- Final Inspection - Work Order Release 0.00 | 
Т ajele 
ос Memo 0.00 


Quality Control 


. Picklist Print 
' October 14, 2009 10:45:15 AM 


Шо седі 


Work Order ID: 52793 


ШІП Е 


> 


Parent Item:  D3391-023RevH DIR AA PUT 
Parent Item Name: Mid Tube Assembly Start Date: 14/10/2009 Required Date: 02/11/2009 
Comments: Start Qty: 1.00 Required Qty: 1.00 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unitof  Qtyon Remaining | Qty Date Status 
Item Name Item ID Purch Пет Location Location Seq ID Measure Hand Qty To Pick Issued Issued 
D2500-1-100RevU/R No 100 Each 0.0000 1.0000 
НИИ АИ © >7>25 ИМ \ E Нео 
Skidtube Extrusion 
D3391-021RevH No 100 Each 0.0000 1.0000 
ПАНА ОА NS &sox М | ОДЕ ОУ 
Fwd Tube Assembly í 
D3389-1RevD No 140 Each 9.0000 1.0000 
ГІТІТІГІПІГІГІН ІШ 
Web 
` Warehouse Loc Оу . Loc Code 
Location 
Main Warehouse 
ST 9 

47303 1 

48244 1 

48245 1 К 

48246 1 E 

48247 І з = 2 

50226 4 Ен Жан y 9 | | 2/22 


: Picklist Print 


Page 2 
October 14, 2009 10:45:15 АМ 


Work Order IÐ: 52793 ААА 
ParentMem:  D3391-023RevH К, 


Parent Пет Name: Mid Tube Assembly Start Date: 14/10/2009 ^^ Required Date: 02/11/2009 


Comments: 


Start Qty: 1.00 Required Qty: 1.00 
Component Item ID/ Replacement Міг/ Bin Primary Last Route Unitof  Qtyon Remaining Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty To Pick Issued Issued 
D3681-1RevA Manufactured No 160 Each 89.0000 5.0000 
LIRE ІШІ 
5 Я 
17 Warehouse Loc Oty Loc Code 
Location 
Main Warehouse 
LG 20 
51920 20 
Main Warehouse 
ST 69 
47123 13 / LE O7/ 0/2 
| 5 | 48178 56 NEA Же оя А г 
D3591-1RevB Manufactured No 210 Each 73.0000 2.0000 
ПРА DLL | ІШ 
Bushing 
Warehouse Loc Oty Loc Code 
Location 
Main Warehouse 
ST 73 
46105 29 ` 
ED 44 XZ A) e« liz Je | 
October 14, 2009 10:45:15 АМ Shop Packet Print 


Page 2 


. Picklist Print 


: Page 3 
: October 14, 2009 10:45:15 АМ 
Work OrderID: 52793 | (ЇЇ 
Parent Item:  D3391-023RevH UNDU RA AM 
Parent Item Name: Mid Tube Assembly Start Date: 14/10/2009 Required Date: 02/11/2009 
Comments: Start Qty: 1.00 Required Qty: 1.00 
Component Item ID/ Replacement МЁ/ Bin Primary Last Route Unitof Ой оп Remaining Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty To Pick Issued Issued 
ALS4-1032-130 Purchased No 230 Each 5,373.000 22.0000 
ШІШІШШІШІШІШ ІШІ 
Insert 
Б Warehouse Loc Oty Loc Code 
Location РА 
Main Warehouse ^4 /1524 ED A о«//? lo ( 
ST 5373 
110511 5373 


October 14, 2009 10:45:15 AM | Shop Packet Print Page 3 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES 
D3391-011 


FWD TUBE ASSEMBLY 


D3566-13 GASKET 
REF 

D3564-13 
WEARSHOE 


D3672-3 WASHER 
D3391-013 AN960C416L WASHER 
MID TUBE ASSEMBLY 4PL 


A MS27039C4-12 SCREW 


TRANSFER DRILL THRU 


03391-011 OPEN TO 


0.438 5000 


TRANSFER DRILL THRU 
D3391-011 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


03566-1 GASKET @ 03566-5 САЅКЕТ 


m 


REF 


АМЗСАА BOLT (1) 
АМ960С101. WASHER (1) 
4PL 


AN3C6A BOLT (1) 
АМ960С101. WASHER (1) 
2PL 


D3564-1 


WEARSHOE 
D3564-5 
WEARSHOE 


AN3CAA BOLT (1) AN3C6A BOLT 
AN960C10L WASHER (1) — AN960C10L WASHER 
20PL 6 PL 


SHOP СОРУ 
RETURN TO 
ENGINEL RING 
3jNCONTROLL! {2 с” 
SUBJECT TO AMi“ 

WITHOUT МС 


WORK ORIY 
M ers E 
VA 224 277 D 
D3391-015 
AFT TUBE ASSEMBLY 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


D3553-3 
GASKET 
Қаз» REF 
D3537-7 
WEARPAD 
= REF 
с 
03553-1 
GASKET 


D3566-1 
GASKET 


D3564-3 
WEARSHOE 


AN3C6A BOLT 
AN960C10L WASHER 
4PL 


AN3C7A BOLT 
AN960C10L WASHER 
8PL 


D3391-041 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


PART NUMBER DESCRIPTION 


D3391-041 FLOAT SKIDTUBE ASSEMBLY 
03391-01 ``... | FWO TUBE ASSEMBLY ,. 
D3391-013 MID TUBE ASSEMBLY 
D3391-015 1 АРТ TUBE ASSEMBLY 

T 

WEARSHOE 

_ .WEARSHOÉ L, 
LLL WEARSHOE ^ 

GASKET 


[ 34  [ANBSOC415L WASHER 


D3391-041 ASSEMBLY 


GENERAL NOTES 
1) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 
2) SPRAY INSIDE OF TUBE WITH A COAT OF LPS LABORATORIES "LPS-3" AFTER FINISH 
AND AFTER INSTALLATION OF INSERTS. COAT ALL EXPOSED FASTENERS WITH 
LPS LABORATORIES "LPS PROCYON" AFTER FINAL ASSEMBLY, CLEAN EXCESS 
OFF POWDER COATING WITH MEK DEGREASER. 
TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 
UNITS: INCHES UNLESS OTHERWISE NOTED 
USE DART DRILL TEMPLATE 078217 TO LOCATE AND DRILL 20.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED. 


DRAWING UPDATED TO CURRENT STANDARDS. 


SHT 1 PL ADDED D3591-1 BUSHING. ZN C6 20.438 DIM 

WAS 4 PL. ADDED 20.499 DIM AND D3591-1 BUSHING. 08.08.20 

SHT 2 PL ADDED 03591-1 BUSHING. ZN C6 20.438 DIM air B 
WAS 4 PL. ADDED 00.499 DIM AND 03591-1 BUSHING. A 

(FOR FURTHER INFO SEE DSI 9364 & NCR 08-074) 


REPLACE NAS INSERTS W/ AELS INSERTS 
SWITCH TO D3670-XXXX SPACERS FOR INSTALLING ос 
FLOAT BAGS, DWG REORGANIZED FOR CLARITY 


ADD SS WEARSHOE, GASKET 
REMOVE FWD SADDLE HOLE -011/-021 


CHANGE TOLERANCE, EASE MANUFACTURE 
UPDATE TOLERANCE, CHANGE HOLE SIZE 

с LENGTHEN АЕТ EXTENSION 

DRAWING UPDATES 

NEW ISSUE 


07.07.31 


o 


22888 
Е 
© 


7.01.18 


6.01.23 
5.09.27 
5.06.10 
5.02.07 
DESCRIPTION DATE 


DART AEROSPACE USA, INC 


PORT HADLOCK, WA 


< 


ы, 
Т 
> 


DRAWING МО. 
03391 


REV. H 
SHEET 1 OF 8 
SCALE 


NTS 


COPYRIGHT © 2005 ВУ DART AEROSPACE USA, INC 
THIS DOCUMENT 6 PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRIEBS CONDITION. THAT ҮТ IS 
NGT TO DE URED FOA ANY PURPOSE OR COPED Od COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WRITTEN 9EAVCS SION FAON DART AEROSPACE USA INC 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


Е ж SEAL WITH SIKAFLEX-241/-291 г 
PRIOR TO INSTALLATION OF | 
TRANSFER DRILL THRU D3391-023 WEARSHOES D рсы БРТ 
03391021 OPEN TO MID TUBE ASSEMBLY 


200.438 0000 


TRANSFER DRILL THRU D3553-3 

D3391-021 OPEN TO 20.499 GASKET 

AND INSTALL D3591-1 BUSHING REF 
D3566-13 GASKET 


REF D3566-5 GASKET 
debes 03566-1 GASKET 
WEARSHOE D3566-1 e= 03537-7 


REF GASKET D3553-1 WEARPAD 
GASKET REF 
АМЗСАА BOLT WEARSHOE ded 
Ми оза < mo V ad 
АМЗСВА BOLT 'АМЗСВА BOLT ANSG0CTOL WASHER REF 
АМ960С101. WASHER D35645 AN3C4A BOLT AN960C10L WASHER 4PL 
2PL WEARSHOE АМ960С101. WASHER 6PL AN3C7A BOLT 


20PL АМ960С101. WASHER 
BPL 


D3391:043 ASSEMBLY 


D3391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


QTY ТРАКТ NUMBER DESCRIPTION 
943 


x 3391-043 FLOAT SKIDTUBE ASSEMBLY 1) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
тб  — — . |UWUTUSEASSEMBLY — — POWDER COAT WHITE (4.3.5.1) PER DART QS! 005 4.3 
1 03391:023 МІ TUBE ASSEMBLY SPRAY INSIDE OF TUBE WITH A COAT OF LPS LABORATORIES "LPS-3* AFTER FINISH E L E А S 
КЕЗЕН ЕАН AND AFTER INSTALLATION OF INSERTS. COAT ALL EXPOSED FASTENERS WITH /Б 
- 935643 LPS LABORATORIES "LPS PROCYON" AFTER FINAL ASSEMBLY, CLEAN EXCESS 08 54.25 ЛУ) 
5 `03564-5 _ AES ЕЕ . OFF POWDER COATING WITH MEK DEGREASER. 
ee о.о. SKET ....._. E s TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 
D3501-1 UNITS: INCHES UNLESS OTHERWISE NOTED 
ESELI USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES 
АМЗСБА Xd жетіс NE FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 


-5A ---- d ——— н — WHERE INDICATED. 


GENERAL NOTES 


DART AEROSPACE USA, INC 


PORT HADLOCK, WA 


| 
|снескЕо — | |. [DRAWING no. REV. H| . 
Г | | 


03391 SHEET2 OF 8 


TITLE SCALE | 
412 FLOAT SKIDTUBE NTS 


DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
08 08 20 THS DOCUMENT %5 PRATE AND CONFIDENTIAL AND S SUPPLIED ON THE EXPREES CONDITION THAT IT T 
. . NOI TO ВЕ USLD FOR ANY PURPOSE OR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FRON DART AEROSPACE USA, PNC 


MFG. APPR. 


30.1 


DIST TO CENTER OF BEND zm 


13* REF 


13.0 
REF DISTANCE TO 
TANGENT POINT 
D3391-1 CUTTING DETAIL D3391-011/-021 BENDING DETAIL 
(MAKE FROM 06013-047 SKIDTUBE MATERIAL) (MAKE FROM D3391-1) 


R0.031 3.300%% 
93.750 | 
REF 


23.460 
3.59075 50 


23.460 93.750 
REF А 
| | TE | E - 1.42970 020 


SECTION B-B SECTION C-C 
SCALE 2X SCALE 2X 


SECTION A-A 
SCALE 2X 


ДЕЯ) 


4.250 


REF резом | | PH | DART AEROSPACE USA, INC 
VIEW Z-Z prawn | 4 PORT HADLOCK, WA 


SCALE 2X oes —]—  — DRAWING NO. . REV. H 
МЕС. АРРА. | (с. |03391 ЗНЕЕТЗ ОР 8 


APPROVED | №” [pme SCALE 
| -M  |412FLOAT SKIDTUBE NTS 


COPYRIGHT © 2005 ВУ DART AEROSPACE USA, INC с 
TAS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND I$ SUPPLIED ON IME EXPRESS CONDITION THAT TT 1S 
NOT TO BE USED РОЯ ANY PURPOSE OR СОР!) ОЙ COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE USA, INC. 


4.000 
2.000 
2.79 


DRILL #4 (20.209) . 
4PL 


0.500 


20.000 
5 EQ. SPACES 
4.000 PITCH 


4.000 
2.000 


DRILL 60.297 

C'BORE 20.430 X 0.040 
THIS LOCATION ONLY 
2PL 


8.000 


DRILL #4 (00.209) 


4 РЕ 


0.500 


DRILL 20.297 

CBORE 600.430 X 0.040 
THIS LOCATION ONLY 
2PL 


i. 
DRILL THRU 21/64" (20.328) 
fa 624% : 


DRILL THRU 21/64" (20.328) 
4PL 420.640 


C'SINK 0.438 x 45% DRILL 20.297 7.25 


(BOTH SIDES) 10 PL (DISTANCE TO FWD 
SADDLE HOLE, REF) 


"T :9PL 20.640 
a 
ZGSINK @0.438 x 45% 
^7" (BOTH SIDES) 


DRILL 20.297 725 
10 PL (DISTANCE TO FWD 
SADDLE HOLE, REF) 


D3391-011 DRILLING DETAIL D3391-021 DRILLING DETAIL. 


INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 

PRIOR TO PAINTING 

4PL 


INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 
PRIOR TO PAINTING 
SFL INSTALL 
AELS-1032-225 AELS-1032-130 AELS-1032-225 
AFTER FINISH THIS LOCATION ONLY 


AFTER FINISH 
10PL ALTER FINISH 40PL 


INSTALL INSTALL 


AELS-1032-130 

THIS LOCATION ONLY 
AFTER FINISH 

2PL 


INSTALL 
DETAIL D 


DETAIL D 


D3566-13 GASKET 


D3564-13 MUS 
WEARSHOE AN3C4A BOLT 
AN950C10L WASHER 
6PL 


D3391-011 ASSEMBLY DETAIL 


D3566-13 GASKET 


D3564-13 мау 
WEARSHOE АМЗСАА BOLT 
| } AN960C10L WASHER 
520 6PL 
D3391-021 ASSEMBLY DETAIL 


SEAL WITH 
SIKAFLEX-241/-291 


D3391-011/-021 FWD TUBE ASSEMBLY PARTS LIST 
DESCRIPTION 


AN3C4A BOLT 
D3672-1 WASHER 


AN960C10L WASHER 
FWD TUBE ASSEMBLY н 4PL 


D3401-041 
TOW CAP 


03564-13 
03566-13 
D3670-4200 


DETAIL D 
SCALE 2X 


DART AEROSPACE USA, INC 
PORT HADLOCK, WA 

: DW REV. H 

| F. SHEET 4 OF 8 
АМЗС4А E 
AN960C 10L ` SCALE 
AELS-1032-130 3 NTS 
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0.707909 


02,30 


DISTANCE ТО 
FWD END ОҒ 


D3389-1 


Y 


WEB 
4.94 


X 


DETAIL J 
SCALE 4X 


D3681-1 SPACER 


SECTION G-G 
SCALE 5X 


3391-013 MID TUBE ASSEMBLY PARTS LIST 
DESCRIPTION 


MID TUBE ASSEMBLY 
Е Е +] 


EXTRUSION 
WEB.- lta о 14. 
. — | WASHER CS 


WASHER 


SPACER 


INSERT 
INSERT 


WASHER 
416. _ WASHER 1... 

М527039С1-09 SCREW 

|. 4а [MS27039C4-08 SCREW 


033894 
0367242: | 
D3672-3 


Raum 
БЕГЕН 


АЕ15-1032-130 
ALS4-428-165 
ANSBOCiOL - 
AN960C416L 


D3391-013 MID TUBE ASSEMBLY 


1) 
2) 
3) 


MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 


INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 


WELDING: PER DART QSI 004 


DRILL THRU 21/64" (20.328) 
CSINK 90.438 X 45% (BOTH SIDES) 


REFER TO 


Ж DETAIL K 


DETAIL E 


D3391-013 ASSEMBLY DETAIL 


WELD INTO PLACE 


& GRIND FLUSH 
(BOTH ENDS) 


c] 
DRILL 20.297 
INSTALL AELS-1032-130 INSERT 
AFTER FINISH 
TYP 


SECTION H-H 12PL 


SCALE 5X 


REMOVE 0.030 
FROM TOP AND BOTTOM 
TO 3.610 
SECTION X-X 
SCALE 5X 


DETAILE 
SCALE NONE 


DRILL 60.391 

INSTALL ALS4-428-165 INSERT 
М527039С4-08 SCREW 
D3672-3 WASHER 
AN960C416L WASHER 
AFTER FINISH 

4PL 


SECTION M-M 
SCALE 5X 


SECTION LL 


SCALE 5X 


DISTANCE TO 
END OF WEB 
4.19 
REF 

DETAIL K 

SCALE 4X 


REMOVE 0.225 

FROM TOP AND BOTTOM 
TO 3.800 

(0.7 FROM BOTH ENDS) 


DRILL 20.297 

INSTALL AELS-1032-130 INSERT 
М527039С1-09 SCREW 

D3672-1 WASHER 

ANS60C10L WASHER 

AFTER FINISH 

4PL 


SECTION Y-Y 
SCALE 5X 


DRILL 20.250 


4PL SECTION LL-LL 


е4 


REV. H 
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i 10.500 | 
DISTANCE TO NEN 1 REFER TO G 
FWD END OF EDU B 


ПЕД 
D3389-1 MER %----- реті 


0.50 = 
y G 


DETAIL J DRILL THRU 21 


Hee 
H СХ cc 


164" (20.328) 


SCALE 4X CSINK 60.438 X 45° (BOTH SIDES) 


INSTALL 
D3681-1 SPACER 


SECTION G-G SECTION H-H 
SCALE 5X SCALE 5X 


D3391-023 MID TUBE ASSEMBLY PARTS LIST 


ОТҮ - PART NUMBER DESCRIPTION 
023 
X — . D3391-023 MID TUBE ASSEMBLY 
i 1 625001100 —. | EXTRUSION 
D3389-1 WEB 


5 D3681-1 


20 AELS-1032-130 INSERT 


03391-023 MID TUBE ASSEMBLY 

1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION  - ` 

2} INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 РЕҢ 051015 
3) WELDING: PER DART QSi 004 


5PL 


<51 
DRILL 0.297 


H G 
| 


00.438 
8PL 


D3391-023 ASSEMBLY DETAIL 


WELD INTO PLACE 
& GRIND FLUSH 
(BOTH ENDS) 


INSTALL AELS-1032-130 INSERT REMOVE 0.030 
AFTER FINISH FROM TOP AND BOTTOM 


TYP 


TO 3.610 


SECTION X-X 
SCALE 5X 


DISTANCE TO 


END OF WEB 
REFER TO 4.10 


DETAIL K REF 


DETAIL K 
SCALE 4X 


REMOVE 0.225 
FROM TOP AND BOTTOM 
TO 3.800 
(0.7 FROM BOTH ENDS) 


SECTION Ү-Ү 
SCALE 5X 


DART AEROSPACE USA, INC 
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VIEW ВВ-ВВ 
SCALE 4X 


+0.000 
1.526000 "n 


) 


SECTION AA-AA 


SCALE 6X 


MACHINE CONSTANT 
TAPER FROM 93.750 


DIST TO CENTER OF BEND 


88.93 


D3391-3 AFT DRILLING AND CUTTING DETAIL 
(MAKE FROM D6014-090 SKIDTUBE MATERIAL) 


0.200 Е- 0.687001 


SECTION N-N 


Ж. 63.750 


20.062 ВЕР 


SECTION P-P 


SCALE 6X SCALE 6X 


VIEW W-W 
SCALE 4X 


DETAIL S 
SCALE 4X 


SECTION О-О 


DETAIL V 


CHAMFER 
30°Х0.060 DEEP 


DRILL #4 (20.209) 
2PL 


DETAIL V 
SCALE 6X 


NS odii 


REF 


SECTION RR 


SCALE 6X SCALE 6x 


DART AEROSPACE USA, INC 


PORT HADLOCK, WA 
DRAWING NO. REV. H 


(& | 03391 SHEET? OF 8 
|eenoven | ZH] [тїтє SCALE 
[eaer | 4 |412 FLOAT skiDTUBE 
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08.08.20 


NOT TO ВЕ USED FOR ANY PUF 
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R30.0:2.0 
36.000 
9 EQ. SPACES 
4.000 PITCH 


7.00 


8.1 REF DRILL 20.297 
OISTANCE BETWEEN HOLE AND 26PL 
TANGENT POINT $37 


1 
(SEE CBORE DETAIL BELOW) 


DRILL THRU 21/64" (20.328) 
14 PL 

CSINK 20.438 X 45° 

(BOTH SIDES) 


INSTALL D3670-4200 SPACER 
БЕЛІ. WITH MAGNOBOND 6398 


GRIND FLUSH 
PRIOR TO PAINTING 


Ж сви 
са2 (NO CBORE) 
D3553-1 


GASKET 


D3537-1 
WEARPAD 
AND CBORE DETAIL 
(SEE TABLE) АМЗС5А BOLT 
AN960C10L WASHER 
4PL 


-025 AFT TUBE ASSEMBLY 


PARTNUMBER | DESCRIPTION 
53391-015 AFT TUBE ASSEMBLY 
X — | D3391:025 AFT TUBE ASSEMBLY 
Я ОИ ОИ 


AELS-1032-136 

AELS-1032-225 

А\ 54-428-165 

[4_ АА |вт — 1 5| 


C'BORE HOLES MARKED СВ1-СВА AS FOLLOWS AND 
INSTALL AELS-1032-XXX AFTER FINISH AS NOTED 


MARKED | 03391-015 | D3391-025 

FEM M 12 _  20430X0.170 |AELS-1032-225. 
20430 X 0.170 | AELS-1032-130 
0.430 X 0.040 | AELS-1032-130 
NONE AELS-1032-130 


АМЗСАА BOLT 
ANS60C10L WASHER 
4PL 


SECTION U-U 
SCALE 3X 


DISTANCE BETWEEN HOLE AND 
TANGENT POINT 537 


DRILL THRU 21/64" (20.328) 
4PL 

CSINK 20.438 X 45° 

(BOTH SIDES) 


DRILL 20.297 


9.1 26PL 


D3391-025 BENDING AND DRILLING DETAIL. 


(SEE CBORE DETAIL BELOW) 
INSTALL 03670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 
PRIOR TO PAINTING 


D3553-3 
GASKET 


(NO CBORE) 


WEARPAD 93537-7 
WEARPAD 
АМЗСЗА BOLT 


AN3C4A BOLT 
ANDOG IOL WASHER AN960C10L WASHER 


4PL 


D3391-025 ASSEMBLY AND CBORE DETAIL 
(SEE TABLE) 


SEAL WITH 
SIKAFLEX-241/-281 


DRILL 20.391 

CBORE 40.516 X 0.040 DEEP. 
INSTALL ALS4-428-165 INSERT 
4PL 


АМЗСАА BOLT 
D3672-1 WASHER 
AN960C10L WASHER 


291 DETAIL T 


SCALE 4X 
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NO. XLO 


AWS D17.1.2001 
QUALIFICATION TEST RECORD 


Name: 
Job number: 


Part number: ba e OM 


Description: 
Welding Process: ks Miel ] 
Base materiel: ма YN M Yer 


Current: АС[ ӘСІ 1 


TEST REQUIREMENTS AND RESULTS 


Visual: раз$[ ҒАШ 1 
Penetration: pass ҒАЦ 1 
UNACCEPTABLE 

Cracks: — fail[ ] 
Undercut: раз5[ 1 ‚ ТАШ ] 
Pin holes: раѕѕ[ У], fail[ ] 
Overlap (cold lap) разв. fail[ ] 
Porosity (surface): palT fail[ 1 
Coloration: = pud ҒАШ 1 


The above named individual is qualified in accordance with AWS D17.1.2001 to weld 


HAFORMSProductionvapproved prod Welding Coupon Rev. A 


